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«Work Order ID 54638- | AULAE AM page 1 


December 15, 2009 9:59:13 AM 


Нет 0: 03774-3 еи ШҮҮ р с ПИЦА 
Revision ID: uu 
em Name: Зен Back; LRH Sop [ЇЇ 


Start Date: 15/12/2009 Start Qty: 29 (| Cust Мет 177; 


Required Date: 18/12/2009 Req'd Qty: 9.00 ЛИНИИ Сине У 
Кеѓегепсе: 


Approvals: Process Plan: W Date 42i ЖЕ Tooling: Date: ME S AUAM 
~ - SPC (VN): Date: ШШШ 


z 


Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 

Draw Nbr Revisión Nbr 

D3774 Rev B 
100 000 
ҮҮ! HAND FINISHING THERMOFORMING A / 
Thermoform Memo 0.00 - lod ГАДА её - 
Thermoforming Machine Set up machine program 03774-3 Set up clamping frame as per folio 
110 0.00 и 
ЛАНА И НИ И HAND FINISHING THERMOFORMING Д: > / 

-U 10 [8.128 

Thermoform Memo 0.00 
Thermoforming Machine Cut Blanks 
120 0.00 
ҮҮ! THERMOFORMING MACHINE 
Thermoform Memo 0.00 
Thermoforming Machine Thermoform ав per Dwg. D3281 land Folio ЕТА 011 Dwg. Rey 


Folio Rev д. - 


т 


Work Order ID 54638 
December 15, 2009 9:59:13 AM 


Item ID: D3774-3 
Revision ID: 


Item Name: Seat Back, LH/RH 


Start Date: 15/12/2009 Start Qty: 20.00 
Required Date: 18/12/2009 Req'd Qty: 20.00 
Reference: 
Approvals: Process Plan: Date: 
QC: Date: 
Sequence ID/ Operation 
Work Center ID Description 
130 QC2- Inspect parts off machine FAUFAIB 
QC Memo 
Quality Control 


140 
DELL HAND FINISHING THERMOFORMING 
Thermoform Memo 


Thermoforming Machine Trim to Finished Dimensions 


150 QC2- Inspect parts off machine FAUFAIB 
ШШ 
QC 


Quality Control 


Memo 


Accept 


Tooling: 
SPC (Y/N): 


Set Up/ 
Run Hours 
0.00 


0.00 


0 00 


000 


0.00 


0.00 


Cust Item ID: 
Customer: 
Date: 
Date: 
Draw Draw Plan Accept 
Number Rev. Code Qty 


1) Check dimensions to ensure conformity to drawing tolerances 


Setup Start 


Stop 


Run Start 


Stop 


Reject 
Qty 


та 


Раре 2 


ШИ 
ШИ 


Reject 
Number 


Insp. 
Stamp 


ки y 
ДА -—— MT 


BD 


vem 2: 
Gu 
“>. 


iot (2. 


Work Order ID 54638 ШШШ Page 3 


December 15, 2009 9:59:13 AM 


иш: DO ii ANNA сео seere ЇЇ 


Revision ID: 


Item Мате: Seat Back, LH/RH Stop ШЇ 


Start Date: 15/12/2009 Start Qty: 20.00 UV Cust Item ID: 
Required Date: 18/12/2009 Req'd Qty: 20.00 |! Citouiéf: 
Reference: 
Rum Зап ||| 
Approvals: Process Plan: Date: Tooling: Date: 
Sto 

ос: Date: SPC (Y/N): Date: E ONN 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
160 ОС5- Inspect part completeness to step on W/O 0.00 
ШУО ын 

миз“: 36. · 

QC Memo 0.00 2 


Quality Control 


170 Identify as рег dwg & Speck Location 257. 000 


ШШЩ (5-1- 125 Ст 5 


Packaging Memo 0.00 
Packaging 


180 QC21- Final Inspection - Work Order Release 0.00 


mann iolo li? 
Quality Control Лү /0 - OI- Ж. 


Мето 0.00 


+ 


Picklist Print 
December 15, 2009 9:59:18 АМ 
Work Order ID: 54638 


D3774-3 
Seat Back, LH/RH 


Parent Item: 


Parent Item Name: 


Comments: 
Component Item ID/ Replacement Mfg/ Bin _ Ргихагу Last 
Пет Name Item ID Purch Item Location Location 
MLEXS.125-F60029-04 Purchased No 
ШШШ ШЇ 
GE PLASTICS LEXAN SHEET 

Warehouse 

Location 


Main Warehouse 
MAT 

103106 

105330 

109455 

111710 


стазу 


Start Date: 15/12/2009 


Page | 
ај" 


Required Date: 18/12/2009 


Start Qty: 20.00 Required Qty: 20.00 
Route Unitof — Qtyon  Remaining* Qty Date Status 
Seq ID Measure Hand Qty To Pick Issued Issued 
100 sf 2.011175 2133400 
Loc Qty Loc Code 
2011.175198 
1.6765 -5 
47.8767 
40.5717 
329.893632 aa 
1591.15667 xu #10.4е7 Ap. ss 1 BL ic [е1[8, 


[DART AEROSPACE LTD č č — |  WorkOrder:| 52252 | 
asa ааа | БУЗ 
FIRST ARTICLE INSPECTION CHECKLIST 

[x] First Article ш Ргоїоїуре 


THERMOFORMING SECTION 


Inspection Dwg: D3774 


Description 


Shape Definition 

Texture Retention 

Material imperfections such as bumps, cracks, voids, 
scratching 


[ Measured by:| C3 by:| Аб 


TRIMMING SECTION 


Actual Method of 
Tolerance Accept | Reject 


E 
ETE 


па: сани 
| 224 | ерик уперене: 
|. Mn Теч | guum ни 
| . Min | мо | „к — 
ъс — 
NES И [аз dn 
ма | ye J^ | ___ 
Мп | wW жр ананан 
мат | ny | аара mni 
при 
крае вана 


Drawing 
Dimension 


\ 


УМ 


~ 


p 
= 
| Mn e| кел 
ode. |___ма [| 05 
леше] DA. —— ë 1] 
N/A 
Еа ————  — — 
New Issue 


| B 109.05.19 | Dimension 17.4 removed 


N 


HAFORMS'Quality Assurancetapproved QAYFAIT revA 


2c + TU 


03774-1 SEAT BOTTOM D3774-3 SEAT BACK в 


RELEASED | 


SHOP c" 
RETURN (AS UPDATE CUTOUT e сноса. D Dea Сез. G7- 
< Ki HOLES оно таз QN вез) frei 
ENGINE REASON; MANUFACTURING CAPABILITIES 
orbc 
UNCONTR 


SUBJECT TO AMUNI ум! 
WITHOUT NOTICE 
МОКА сун! na 

CP a 


fo DV 


Ко 87520 100 


ТУР 
P 5PL A 


0.125 
А. REF 


TEXTURED SIDE 


MATERIAL F60029 GREY LEXAN SHEET (HEAVY HAIRCELL TEXTURE) 0 125" THICK TEXTURED SIDE UP (REF. DART SPEC MLEXS 125-F60029-04) 
: PER DART 051 018 асас OTHERWISE NOTED 


LESS OTHERWISE 
BREAK EDGES: 0.005 TO 0.010 MAX 
а атом: IDENTIFY WITH DART P/N "03774-1" USING VIBRATING STYLUS 


WEIGHT: 2.93 Ibs 
PART TO BE PRODUCED FROM MOLD DT9022 AND PER DART QS! 022 
DIMENSIONS GIVEN ONLY FOR FURTHER INFORMATION REFER TO MOLD 0790; 


) MINIMUM MATERIAL THICKNESS AFTER FORMING ON FLANGES (WITHIN 2.0 FROM EDGES) IS 0.085 
) MINIMUM MATERIAL THICKNESS AFTER FORMING AT THESE POINTS IS 0.100 A 


1375 М но V 
ТҮР REF 43 || REF 47 REF TYP TYP SECTION C-C 
MIN —| то || ——| тур 2PL М. D 
REF 1 


HOLES DRILLED ON 
Ф ОР FLAT AREA 
D3774-3 SEAT BACK 
MATERIAL: F60029 GREY LEXAN SHEET (HEAVY HAIRCELL TEXTURE) 0 125" THICK TEXTURED SIDE UP (REF. DART SPEC MLEXS.125-F60029-04) 
: PER DART 051018 UNLESS OTHERWISE NOTED 
OTHERWISE NO 
EDGES: 0.005 TO 0.010 MAX 
IDENTIFICATION IDENTIFY WITH DART PIN "D3774-3" USING VIBRATING STYLUS 


WEIGHT. 4 
PART TQ BE PRODUCED FROM MOLD DT9023 AMD PER DART 051 022 
IONS bu ONLY FOR FURTHER IN FORMADON REFER TO MOLD DT9023 


IS 0.065 
а ЕУ А. 
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